
(19) *EP003206850B1*
(11) EP 3 206 850 B1

(12) EUROPEAN PATENT SPECIFICATION

(45) Date of publication and mention
of the grant of the patent:
04.06.2025 Bulletin 2025/23

(21) Application number: 15850704.6

(22) Date of filing: 14.10.2015

(51) International Patent Classification (IPC):
B29C 45/14 (2006.01) F16L 11/00 (2006.01)
F16L 13/02 (2006.01)

(52) Cooperative Patent Classification (CPC):
B29C 45/14614; F16L 13/0272; F16L 58/181

(86) International application number:
PCT/CA2015/051031

(87) International publication number:
WO 2016/058093 (21.04.2016 Gazette 2016/16)

(54) COATING A PIPE JOINT
BESCHICHTUNG EINER ROHRVERBINDUNG

REVÊTEMENT D’UN JOINT DE TUYAU

(84) Designated Contracting States:
AL AT BE BG CH CY CZ DE DK EE ES FI FR GB
GR HR HU IE IS IT LI LT LU LV MC MK MT NL NO
PL PT RO RS SE SI SK SM TR
Designated Extension States:
BA ME

(30) Priority: 17.10.2014 US 201462065151 P

(43) Date of publication of application:
23.08.2017 Bulletin 2017/34

(73) Proprietor: 2543500 Alberta Ltd.
Calgary, AB T2P 0R8 (CA)

(72) Inventors:
• WRIGHT, Adam

Ellon
Aberdeenshire AB41‑9RF (GB)

• USTAD, Ole Thomas
7301 Orkanger (NO)

• SKINSTAD, Magne
7301 Orkanger (NO)

(74) Representative: Reddie & Grose LLP
The White Chapel Building
10 Whitechapel High Street
London E1 8QS (GB)

(56) References cited:
WO-A1‑2012/168149 WO-A1‑2013/066170
WO-A1‑2013/070074 US-A1‑ 2011 297 316
US-B1‑ 6 264 871

EP
3

20
6

85
0

B
1

Processed by Luminess, 75001 PARIS (FR)

Note: Within nine months of the publication of the mention of the grant of the European patent in the European Patent
Bulletin, any person may give notice to the European Patent Office of opposition to that patent, in accordance with the
Implementing Regulations. Notice of opposition shall not be deemed to have been filed until the opposition fee has been
paid. (Art. 99(1) European Patent Convention).



2

1 EP 3 206 850 B1 2

Description

FIELD

[0001] The present disclosure is related to amethod of
coating a field joint for insulated pipelines, pipe sections
for forming such coated field joints, and pipelines having
such coated field joints. The present disclosure may be
relevant to onshoreand/or offshore, oil andgaspipelines.

BACKGROUND

[0002] Typically, pipe sections which are factory-
coated with an elastomer and/or insulation coating are
not fully coated along their entire lengths, but rather are
left with uncoated ends to facilitate joining of the pipe
section ends (e.g., using a welding process) in the field.
Each uncoated end on a pipe section may be about
200mm in length. The pipe sections are typically welded
together as part of the pipe laying process. This welding
may takeplaceat the locationwhere thepipesectionsare
to be reeled, or, suchas in the caseof sub-sea or offshore
pipes, on a lay barge or a reel ship.
[0003] After welding, the field joint should be coated.
The field joint coating is typically an insulation material
that is typically different than, but having similar proper-
ties as, the parent coating provided on the pipe section at
the factory. For the purpose of speed and ease, the field
joint coating is typically applied using an injection mould-
ingprocess inwhich thefield joint coating is injected intoa
mould placed about the field joint and overlapping with
the parent coating.
[0004] The result is typically a coated field joint as
shown in the longitudinal cross-sectional view of FIG.
1. For simplicity, only the upper half of the cross-sectional
view is shown, however it should be understood that the
bottom half of the cross-sectional view is a mirror of the
shown half. This example illustrates a field joint between
two pipe sections A and B, each having factory-applied
parent coatings CA and CB, respectively. The field joint
coating D typically fills in the gap between the parent
coatings CA and CB, and also overlaps the parent coat-
ings CA and CB. This overlap means that the field joint
coating D has a greater radius than the parent coatings
CA and CB, and this difference is referred to as the up-
standE. In a typical coated field joint, the upstandmay be
8mmorgreater. Thepresenceof a largeupstand (e.g., an
upstand that is 8mm or greater) may cause damage to
pipe handling equipment and/or the field joint, such as
when the field joint is reeled out over rollers during laying
of the pipeline.
[0005] PCT international patent application published
asWO2012/168149A1disclosesaprocess for coating a
field joint. Two pipes, which are coated with an epoxy
layer, an adhesive layer and polypropylene layers are
provided. Cut backs are provided on the epoxy layer, the
adhesive layer and thepolypropylene layers. Theends of
pipes are welded together, forming a field joint. The field

joint is coated with an epoxy layer and an adhesive layer
and a field joint coating is then applied to the coated field
joint and the cut back.
[0006] PCT international patent application published
asWO2013/066170 A1 discloses amethod for coating a
field joint. The pipes are coated with a layer of anti-
corrosion agent and a layer of coating. Cut backs are
provided on each layer. The cut back in the anti-corrosion
agent layer is perpendicular to the surface of the pipe,
while the cut back in the coating layer is angular. After the
pipes are joined, a coating layer is applied at the pipe
joint, covering the field joint and the cut backs.
[0007] The present invention is defined in independent
claim 1. Preferred or advantageous features of the pre-
sent invention are defined in the dependent claims.

BRIEF DESCRIPTION OF THE DRAWINGS

[0008] Reference will now be made, by way of exam-
ple, to the accompanying drawings which show example
embodiments of the present application, and in which:

FIG. 1 shows a longitudinal cross-sectional view of a
typical conventional coated field joint;

FIG. 2 shows a longitudinal cross-sectional view of
an example coated field joint in accordance with an
example of the present disclosure;

FIG. 3 shows a perspective view of an end of a pipe
section after cut backs are provided to the parent
coating, in accordance with an example of the pre-
sent disclosure;

FIG. 4 shows a side view of the pipe section end of
FIG. 3; and

FIG. 5 shows an end-on view of the pipe section end
of FIG. 3.

[0009] Similar reference numerals may have been
used in different figures to denote similar components.

DESCRIPTION OF EXAMPLE EMBODIMENTS

[0010] In some examples, the present disclosure pro-
vides a method of coating a field joint joining uncoated
endsof twopipesections, eachpipesectionbeingcoated
with a parent coating and having at least one uncoated
end, the method including: providing a first angular cut
back in the parent coating of each pipe section, the first
angular cut back being at an angle of about 30° ± 5°
relative to a longitudinal axis of the field joint; providing a
second angular cut back in the parent coating of each
pipe section, the second angular cut back being posi-
tioned further from the field joint than the first angular cut
back; the first and second angular cut backs resulting in
the parent coating having a stepped profile, a step in the
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stepped profile being defined between the first and sec-
ond angular cut backs, the step being substantially par-
allel to the longitudinal axis of the field joint and being free
of indentations; and injection moulding a field joint coat-
ing over the uncoated ends and the first and second
angular cut backs, the field joint coating being moulded
to have an upstand that is less than or equal to about
5mm.
[0011] In some examples, the present disclosure pro-
vides a pipe section for forming a field joint, the pipe
section including: a pipe section end to be joined with
another pipe section end for forming the field joint; and a
parent coating over an outer surface of the pipe section,
the outer surface in the vicinity of the pipe section end
being free of the parent coating; the parent coating in the
vicinity of the pipe section end having provided therein
first and second angular cut backs, the first angular cut
back being at an angle of between 20° and 45° with a
manufacturing tolerance of +/‑ 5°, for example, about 30°
± 5°, relative to a longitudinal axis of the pipe section and
the second angular cut back being positioned further
from the pipe section end than the first angular cut back;
the first and second angular cut backs resulting in the
parent coating having a stepped profile, a step in the
stepped profile being defined between the first and sec-
ond angular cut backs, the step being substantially par-
allel to the longitudinal axis of the pipe section and being
free of indentations.
[0012] In some examples, the present disclosure pro-
videsa coated field joint joining endsof twopipe sections,
thecoatedfield joint including:a field joint joining theends
of the two pipe sections, each of the two pipe sections
being as described above; and a field joint coating over
the field joint and the first and second angular cut backs,
the field joint coating forming an upstand that is less than
or equal to about 5mm.
[0013] The present disclosure provides methods for
coating afield joint, coated field joints formed therebyand
pipe sections for forming such coated field joints. The
coated field joint in accordance with the present disclo-
sure may achieve an upstand that is substantially flush
with the parent coating on the pipe section, or that is
minimal (e.g., 5mm or less). The present disclosure may
enable a coated field joint that uses a smaller volume of
field joint coatingmaterial. A field joint that is flushwith the
parent coating or that has a reduced upstandmay enable
easier handling in the yard and/or on the vessel prior to
laying of the pipe, may help to reduce the risk of damage
to layingequipment (e.g., tensionerson reel-lay vessels),
and/or may enable more pipe to be reeled (due to the
smaller diameter of the disclosure coated field joint,
compared to conventional coated field joint).
[0014] FIG. 2 shows a cross-sectional view of a coated
field joint in accordance with an example of the present
disclosure. In this example, two pipe sections 2, 4 are
joined together at their respective ends 6, 8. For simpli-
city, details will be described only for one side of the field
joint corresponding to pipe section 2, however it should

be understood that the configuration is the same for the
other side of the field joint corresponding to pipe section
4.
[0015] The pipe section 2 is provided with a parent
coating 10, which may have been applied at a manufac-
turing site, such as a factory. The parent coating 10 may
be any thermoplastic or thermosetting material. The par-
ent coating 10 may be a multi-layered coating. For ex-
ample, the parent coating 10 may include an inner anti-
corrosion layer (e.g., a polyurethane or epoxy layer), a
middle insulation layer (e.g., a foamed or unfoamed
polypropylene layer) and an outer protective layer
(e.g., an unfoamed polypropylene, polyurethane, epoxy
resin or rubber layer). Different single-layered or multi-
layered coatings may be used for the parent coating 10.
For simplicity, the parent coating 10 is illustrated without
showing different layers. The parent coating 10, as in-
itially applied at the factory, may leave the end 6 of the
pipe section 2 uncoated, for example about 200mm from
each end of the pipe section 2 may be free of the parent
coating 10. The parent coating 10 may end abruptly or
gradually (e.g., taper off) near theendsof thepipesection
2.
[0016] Initially, the field joint is formed by joining (e.g.,
bywelding) the uncoated ends 6, 8 of the pipe sections 2,
4. Initially, the pipe sections 2, 4 in the vicinity of the joint
are uncoated. The joint may be coated by a field joint
coating, as described below. Prior to application of the
field joint coating, cut backs may be made in the parent
coating 10, as described below.
[0017] As shown in FIG. 2, a first angular cut back 102
is provided in the parent coating 10. The first cut back 102
may bemade using any suitable technique, such as by a
grinding process or a lathing method. The first cut back
102 is provided at an angle x relative to the longitudinal
axis L of the field joint (whichmay also be the longitudinal
axis of the pipe sections 2, 4). The first cut back 102 is
provided about the entire circumference of the pipe sec-
tion 2, resulting in a frustoconical shape (see FIG. 3).
[0018] Asecondangular cut back104 isprovided in the
parent coating 10. The second cut back may be made
using any suitable technique (which may be the same or
different from that used for the first cut back 102), such as
by a grinding process or a bevelling method. The second
cut back 104 is provided further away from the end 6 than
the first cut back 102, resulting in a stepped profile, as
shown in the cross-sectional view of FIG. 2. The second
cut back 104 is provided at an angle y relative to the
longitudinal axis Lof thefield joint. Theangle ymaybe the
same as or different from the angle x of the first cut back
102.Thesecondcut back104 isprovidedabout theentire
circumference of the pipe section 2 (see FIG. 3).
[0019] While the first cut back 102 is made through the
entire thickness of the parent coating 10, the second cut
back 104 is made to a depth h2 that is less than the entire
thicknessof the parent coating 10. In a longitudinal cross-
section, as shown inFIG.2, the first andsecondcut backs
102, 104 formasteppedprofile, with the first cut back 102
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forming an incline at an angle x to a height of h1, the
second cut back 104 forming an incline at an angle y to a
height of h2, and a step 106 of length l1, substantially
parallel to the longitudinal axis L, being defined between
the first and second cut backs 102, 104. The surface of
the step 106 is substantially free of indentations or
grooves. Further details about the dimensions of the
cut backs 102, 104 are described below.
[0020] After the first andsecond cut backs102, 104are
provided in the parent coating 10, a field joint coating 108
may be injection moulded over the uncoated ends 6, 8
and thefirst andsecondcut backs102,104.Thefield joint
coating 108 may be any suitable material, including any
thermoplastic or thermosetting material typically known
and used for such applications, for example including an
insulation material similar to or same as the insulation
layer of the parent coating 10 (e.g., a foamed or un-
foamed polypropylene material). Other materials may
be suitable for the field joint coating 108, including ma-
terials suitable for high temperature applications. The
field joint coating 108 may extend past the second cut
back 104 and cover the parent coating 10 to a distance l2,
and may have an upstand 110 of less than or equal to
about 5mm. In some examples, the upstand 110 may be
substantially 0mm (in which case the distance l2 may be
substantially 0mm).
[0021] In order to injection mould the field joint coating
108, a mould (not shown) may be positioned about the
first and second cut backs 102, 104 on both pipe sections
2, 4 and including the welded field joint. The field joint
coating 108may be injected into themould. The injection
moulding process may be carried out at a sufficient
temperature and/or pressure to ensure that the field joint
coating 108 fully fills in the mould and fully covers the
exposed surfaces of the pipe sections 2, 4, the cut backs
102, 104, and the step 106 (and optionally a portion of the
parent coating 10 to a distance l2). The mould may be
preheated, for example to about 70°C, which may help
with setting and/or curing of the field joint coating 108.
The mould may be removed after the field joint coating
108 has set and/or cured. In some examples, the mould
may be removed when the field joint coating 108 is partly
or mostly set and/or cured, and full setting and/or curing
of the field joint coating 108may occur without themould.
[0022] In some examples, the exposed surfaces of the
first andsecond cut backs 102, 104and the step106 (and
optionally uncut portions of theparent coating 10near the
second cut back 104 that may be coated by the field joint
coating 108) may be pre-treated prior to injection mould-
ing the field joint coating 108. For example, one or more
such surfaces may be cleaned (e.g., using a solvent,
such as xylene). In some examples, exposed metal
surfaces of the pipe sections 2, 4 in the vicinity of the
welded field joint may be heated (e.g., using an induction
heating coil), such as to a temperature in the range of
about 70°C to about 90°C. A primer, which may improve
bindingof thefield joint coating108,maybeapplied to the
heated or unheated metal surfaces. In some examples,

exposed surfaces of the first and second cut backs 102,
104 and the step 106 (and optionally uncut portions of the
parent coating 10 near the second cut back 104 that may
be coated by the field joint coating 108) may be abraded
(e.g., using a grinder). The surfaces of the first and
second cut backs 102, 104 and the step 106 (and option-
ally uncut portions of the parent coating 10 near the
second cut back 104 that may be coated by the field joint
coating 108) may be flame treated and may be coated
withaprimer.Theentirearea tobecoatedby thefield joint
coating 108 may be flame treated and/or primed with a
primer.Oneormoreof thesepre-treatmentsmaybeused
in combination. The pre-treatments may help the field
joint coating108 tobetter bond to theexposedsurfacesof
the pipe sections 2, 4, the cut backs 102, 104, and the
step 106.
[0023] In some examples, after the field joint coating
108 has been applied, a quality checkmay be performed
toensure that theupstand110 iswithinacceptable values
(e.g., less than or equal to 5mm).
[0024] Further details of the cut backs 102, 104 are
nowdescribedwith reference to FIGS. 3‑5. For simplicity,
these figures illustrate the cut backs 102, 104 for onepipe
section 2, prior to injection of the field joint coating 108.
For simplicity, theparent coating10 is shownasauniform
single layer, however it should be understood that the
parent coating 10 may be multi-layered.
[0025] The first cut back 102 may be provided at an
angle x, which is between 20° and 45°with amanufactur-
ing tolerance of +5°/‑5° and in certain embodiments may
be about 30° ± 5° relative to the longitudinal axis L. The
secondcutback104maybeprovidedatanangley,which
may, in certain embodiments, also be between 20° and
45° with a manufacturing tolerance of +5°/‑5° and in
certain embodiments about 30°± 5° relative to the long-
itudinal axis L, or may be different.
[0026] The second cut back 104 may be set back from
the first cut back 102, such that the step 106, in profile,
has a length l1 of up to 50mm.
[0027] In profile, the second cut back 104 canhaveany
height h2 that is greater than or equal to 8mm. Of course,
one can appreciate that the height h1 of the first cut back
is equal to the thickness of the parent coating 10, minus
h2.
[0028] The outer diameter of the pipe is typically be-
tween 150 mm and 500 mm.
[0029] Referring back to FIG. 2, the field joint coating
108mayextendover the uncut parent coating for a length
l2 , typically less than60mmbut desirably about 50mmor
less. As explained above, where the upstand is 0mm, by
definition, I2 would be 0.
[0030] In some cases, although reducing the upstand
110may help to reduce risk of damage to the coated field
joint and/or pipe-laying equipment, it may be necessary
to have a small amount of upstand 110 (i.e., less than or
equal to 5mm). The presenceof a small upstand 110may
be required depending on mould tolerances, application
conditions, etc. This small amount of upstand 110 may
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still be sufficient to avoid or reduce thedisadvantagesof a
large upstand E, as discussed with respect to FIG. 1
above.
[0031] Although the cut backs have been described as
being provided in the parent coating after the field joint is
welded, in someexamples thecut backsmaybeprovided
in the parent coating before welding the field joint. For
example, the cut backs may be provided at a manufac-
turing site, rather than on site or on the reel-lay vessel.
This may be useful to help reduce the time needed for
handling and laying the pipeline at the site.Where the cut
backs are provided offsite, one or more pre-treating
steps, such as those described above, may also be
performed offsite (e.g., at the same or a different manu-
facturing site). In examples where the ends of the pipe
sections have been pre-treated offsite, the pre-treated
endsmay be protected (e.g., wrapped with sheet plastic)
to help retain the integrity of the treated field joint area.
The protective sheet plastic may expose the pipe section
ends, to allow the field joint to bewelded, while protecting
the pre-treated cut back surfaces. When the welding is
complete and the field joint coating is to be moulded, the
protective sheet plastic may then be removed, any addi-
tional pre-treatment steps may be carried out, and the
field joint coating may be injection moulded over the field
joint. By providing the cut backs offsite (and optionally
one or more pre-treatment steps offsite), the time for
processing and laying of the pipeline onsite may be
reduced. Further, the amount of equipment needed on-
site may be reduced. Performing these steps offsite may
also enable more rigorous quality checking and testing.
[0032] The present disclosure includes methods for
forming the coated field joint, as well as the coated field
joint formed thereby. The present disclosure may also
include pipe sections in which the first and second cut
backs have been made in the parent coating, prior to or
after welding of the field joint.
[0033] Theangles of the cut backsand the lengthof the
step between the first and second cut backs may be
designed for better adhesion between the field joint coat-
ing and the parent coating, and to help reduce unwanted
detachment of the field joint coating from the parent
coating, such as when the coated field joint is bent or
otherwise handled.

Claims

1. A method of coating a field joint joining uncoated
ends (6,8) of two pipe sections (2, 4), each pipe
section being coated with a parent coating (10)
and having at least one uncoated end (6, 8), the
method comprising:

providing a first angular cut back (102) in the
parent coating (10) of each pipe section (2, 4),
the first angular cut back (102) being at an angle
of between 20° and 45°, preferably about 30°,

with a manufacturing tolerance of +5°/‑5°, rela-
tive to a longitudinal axis of the field joint;
providing a second angular cut back (104) in the
parent coating (10) of each pipe section (2, 4),
the second angular cut back (104) being posi-
tioned further from the field joint than the first
angular cut back (102);
thefirst andsecondangular cut backs (102, 104)
resulting in the parent coating having a stepped
profile, a step (106) in the stepped profile being
definedbetween thefirst andsecondangular cut
backs (102, 104), the step (106) being substan-
tially parallel to the longitudinal axis of the field
joint and being free of indentations; and
injectionmoulding a field joint coating (108) over
theuncoatedends (6, 8) and thefirst andsecond
angular cut backs (102, 104), the field joint coat-
ing beingmoulded to have an upstand (110) that
is less than or equal to about 5mm, preferably
about 0mm.

2. The method of claim 1 wherein the second angular
cut back (104) is at an angle of between 20° and 45°,
preferably about 30°,with amanufacturing tolerance
of +5°/‑5°, relative to the longitudinal axis of the field
joint.

3. The method of claim 1 wherein the field joint coating
(108) is injection moulded polypropylene.

4. The method of claim 1, wherein, in the stepped
profile, the step (106) between the first and second
cut backs (102, 104) has a length of about 50mm.

5. The method of claim 1 wherein the second cut back
(104) is at a depth in the range of about 10mm to
about 15mm.

6. The method of claim 1 wherein the first and second
cut backs (102, 104) are provided in the parent coat-
ing (10) by a grinding process or a lathing method.

7. Themethod of claim 1 further comprising positioning
a mould about the first and second cut backs (102,
104), and injecting moulding the field joint coating
(108) into the mould.

8. The method of claim 1 further comprising pre-treat-
ing exposed surfaces of the field joint prior to injec-
tion moulding the field joint coating (108), wherein
the pre-treating preferably comprises at least one of
cleaning the surfaces, heating the surfaces, abrad-
ing the surfaces, and applying a primer to the sur-
faces.
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Patentansprüche

1. Verfahren zur Beschichtung einer Rohrverbindung
vor Ort, die unbeschichtete Enden (6, 8) von zwei
Rohrabschnitten (2, 4) aneinanderfügt, wobei jeder
Rohrabschnitt mit einer Hauptbeschichtung (10) be-
schichtet ist und mindestens ein unbeschichtetes
Ende (6, 8) aufweist, wobei das Verfahren Folgen-
des umfasst:

Bereitstellen eines ersten schrägen Rück-
schnitts (102) in der Hauptbeschichtung (10)
jedes Rohrabschnitts (2, 4), wobei der erste
schräge Rückschnitt (102) einen Winkel zwi-
schen 20° und 45°, vorzugsweise etwa 30°,
mit einer Fertigungstoleranz von +5°/‑5°, relativ
zu einer Längsachse der Rohrverbindung hat;
Bereitstellen eines zweiten schrägen Rück-
schnitts (104) in der Hauptbeschichtung (10)
jedes Rohrabschnitts (2, 4), wobei der zweite
schräge Rückschnitt (104) weiter von der Rohr-
verbindung positioniert ist als der erste schräge
Rückschnitt (102);
wobei der erste und der zweite schräge Rück-
schnitt (102, 104) dazu führen, dass die Haupt-
beschichtung ein gestuftes Profil aufweist, wo-
bei eine Stufe (106) in dem gestuften Profil zwi-
schen dem ersten und dem zweiten schrägen
Rückschnitt (102, 104) definiert ist, wobei die
Stufe (106) imWesentlichen parallel zur Längs-
achse der Rohrverbindung ist und frei von Ein-
buchtungen ist; und
Spritzgießen einer Rohrverbindungsbeschich-
tung (108) auf die unbeschichteten Enden (6,
8) und den ersten und den zweiten schrägen
Rückschnitt (102, 104), wobei die Rohrverbin-
dungsbeschichtung so geformt wird, dass sie
eine Aufkantung (110) aufweist, die kleiner als
oder gleich 5 mm ist, vorzugsweise etwa 0 mm.

2. Verfahren nach Anspruch 1, wobei der zweite schrä-
geRückschnitt (104) einenWinkel zwischen 20° und
45°, vorzugsweise etwa 30°, mit einer Fertigungs-
toleranz von +5°/‑5° relativ zur Längsachse der
Rohrverbindung hat.

3. Verfahren nach Anspruch 1 wobei die Rohrverbin-
dungsbeschichtung (108) spritzgegossenes Poly-
propylen ist.

4. Verfahren nach Anspruch 1, wobei bei dem gestuf-
ten Profil die Stufe (106) zwischen dem ersten und
dem zweiten Rückschnitt (102, 104) eine Länge von
etwa 50 mm hat.

5. Verfahren nach Anspruch 1, wobei der zweite Rück-
schnitt (104) auf einer Tiefe im Bereich von etwa 10
mm bis etwa 15 mm liegt.

6. Verfahren nach Anspruch 1, wobei der erste und der
zweite Rückschnitt (102, 104) in der Hauptbeschich-
tung (10) durch einen Schleifprozess oder ein Dreh-
verfahren bereitgestellt werden.

7. Verfahren nach Anspruch 1, das ferner das Positio-
nieren einer Form um den ersten und den zweiten
Rückschnitt (102, 104) und Spritzgießen der Rohr-
verbindungsbeschichtung (108) in der Form um-
fasst.

8. Verfahren nach Anspruch 1, das ferner das Vorbe-
handeln freiliegender Oberflächen der Rohrverbin-
dung vor dem Spritzgießen der Rohrverbindungs-
beschichtung (108) umfasst, wobei das Vorbehan-
deln vorzugsweise mindestens eines von dem Rei-
nigen der Oberflächen, Erwärmen der Oberflächen,
Abschleifen der Oberflächen und Auftragen einer
Grundierung auf die Oberflächen umfasst.

Revendications

1. Procédé de revêtement d’un joint de montage rac-
cordant des extrémités non revêtues (6, 8) de deux
sections de tuyau (2, 4), chaque section de tuyau
étant revêtue d’un revêtement parent (10) et pré-
sentant aumoins une extrémité non revêtue (6, 8), le
procédé comprenant :

la réalisation d’une première coupe angulaire
(102) dans le revêtement parent (10) de chaque
section de tuyau (2, 4), la première coupe an-
gulaire (102) étant pratiquée à un angle entre
20° et 45°, de préférence environ 30°, avec une
tolérance de fabrication de +5°/‑5° par rapport à
un axe longitudinal du joint de montage ;
la réalisation d’une seconde coupe angulaire
(104) dans le revêtement parent (10) de chaque
section de tuyau (2, 4), la seconde coupe angu-
laire (104) étant positionnée plus loin du joint de
montage que la première coupe angulaire
(102) ;
les première et seconde coupes angulaires
(102, 104) amenant le revêtement parent à avoir
un profil à gradins, un gradin (106) dans le profil
à gradins étant défini entre les première et se-
conde coupes angulaires (102, 104), le gradin
(106) étant sensiblement parallèle à l’axe longi-
tudinal du joint de montage et étant exempt
d’indentations ;
lemoulagepar injectiond’un revêtement de joint
de montage (108) sur les extrémités non revê-
tues (6, 8) et les première et seconde coupes
angulaires (102, 104), le revêtement de joint de
montage étant moulé de manière à avoir un
prolongement (110) inférieur ou égal à environ
5 mm, de préférence environ 0 mm.
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2. Procédé selon la revendication 1, dans lequel la
seconde coupe angulaire (104) est pratiquée à un
angle entre 20° et 45°, de préférence environ 30°,
avec une tolérance de fabrication de +5°/‑5°, par
rapport à l’axe longitudinal du joint de montage.

3. Procédé selon la revendication 1, dans lequel le
revêtement de joint de montage (108) est en poly-
propylène moulé par injection.

4. Procédé selon la revendication 1, dans lequel, dans
le profil à gradins, le gradin (106) entre les première
et seconde coupes angulaires (102, 104) a une
longueur d’environ 50 mm.

5. Procédé selon la revendication 1, dans lequel la
secondecoupe (104) est pratiquéeàuneprofondeur
d’environ 10 mm à environ 15 mm.

6. Procédé selon la revendication 1, dans lequel les
première et seconde coupes (102, 104) sont réali-
sées dans le revêtement parent (10) par un procédé
de meulage ou un procédé de tournage.

7. Procédé selon la revendication 1, comprenant en
outre le positionnement d’un moule autour des pre-
mière et seconde coupes (102, 104), et le moulage
par injection du revêtement de joint de montage
(108) dans le moule.

8. Procédé selon la revendication 1, comprenant en
outre le prétraitement de surfaces exposées du joint
de montage avant le moulage par injection du revê-
tement de joint de montage (108), dans lequel le
prétraitement comprenddepréférenceaumoins l’un
d’un nettoyage des surfaces, d’un chauffage des
surfaces, d’une abrasion des surfaces et d’une ap-
plication d’un apprêt sur les surfaces.
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